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Dao phay mat phang (~65HRC) e
=£ 2-Flute End Mills for Hardened Steels
e E N = <6 0~
s BRUEE =
* Thiét ké chuyén dung dé gia cong vat liéu co do cirng cao, cat kho va cat tbe d6 cao.
* Bé mat gia cong sang bong vuot troi.
* Kha nang chong mai mon cao.
EE St:(] 8
° 2 |
L
Units: mm
=
°x (D) (9) (d) L
g 1 3 4 50 -
] 1.5 4 4 50 -
2 6 4 50 -
g g 25 8 4 50 -
o8 3 8 4 50 -
w
8 6 50 -
® 35 10 4 50 -
ﬁ g, Bl 10 6 50 -
8B
= 4 11 6 50 -
«Q
45 1 6 50 -
@ 5 13 6 50 =
m8 13 6 50
59 55 -
gs 6 16 6 50 -
6.5 16 8 60 -
7 20 8 60 -
5 g 75 20 8 60 -
93 8 20 8 60 -
P<
8.5 20 10 75 -
o 9 20 10 75 =
Q
g %U, 9.5 22 10 75 -
=3 10 25 10 75 =
93
2< 11 30 12 75 -
- 12 32 12 75 =
14 40 14 100 -
Z o
°Z 16 40 16 100 —
%'5 18 40 18 100 -
20 45 20 100 =
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Dao phay méat phang (~65HRC) New
4-Flute End Mills for Hardened Steels =
BLOUE = 5
* Thiét ké chuyén dung dé gia cong vat liéu co do cirng cao, cat kho va cat tbe d6 cao. .
* Bé mat gia cong sang bong vuot troi.
* Kha nang chong mai mon cao.
i 3 E
E .
Units: mm
E
(D) (0) (d) ) =%
1 3 4 50 - '8
15 4 4 50 - I
2 6 4 50 -
25 8 4 50 - 0g
8 4 50 - 3 g
[
8 6 50 =
35 10 4 50 - o
35 10 6 50 = 15
11 4 50 - o2
4 1 6 50 - g-‘
45 11 6 50 -
5 13 6 50 - % o
55 13 6 50 - m §
6 16 6 50 - §2
6.5 16 8 60 - |
7 20 8 60 -
75 20 8 60 - 3 g
8 20 8 60 - 3
8.5 20 10 75 -
9 20 10 75 - =
95 22 10 75 - 9
10 25 10 75 - 3
11 30 12 75 - 22
12 32 12 75 - -
14 40 14 100 - N
16 40 16 100 = EF
18 40 18 100 - 2§
20 45 20 100 —
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Dao phay goc bo R (~65HRC) ew
=£ 4-Flute Radius End Mills for Hardened Steels
2 = 3 SNl corverl el || P <6 0~-
s BEUSGEW.. Bxs
* Thiét ké chuyén dung dé gia cong vat liéu c6 do cirng cao, cat kho va cét tbe do cao.
* Bé mat gia cong sang bong vuot tréi.
* Kha nang chong mai mon cao.
o
e
(o] ///5 Y.,
] %’I:[ [ I Iz
e |
= L
o &
%? Units: mm
g
B DO | R | @ | @ L) D R [ @ | @ L
9 3 0.2 8 6 50 - 6 05 | 16 6 50 -
- 3 (02 8 4 | 50 - 6 1 | 16 6 | 50 =
R
3 03 8 6 50 - 8 03 | 20 8 60 -
® 3 03 8 4 50 - 8 05 | 20 8 60 -
So
3o 3 05 8 6 50 - 8 1 20 8 60 -
93
2.2 3 05 8 4 50 - 8 15 | 20 8 60 —
«Q
4 02 | 11 6 50 - 8 2 20 8 60 -
w
Sy 4 02 | 11 4 50 = 10 | 03 25 | 10 | 75 —
mo
53 4 03 11 | 6 | 50 - 10 05 25 | 10 | 75 -
g~<
4 03 11 4 50 - 10 1 25 | 10 | 75 =
4 05 11 6 50 - 10 | 15 25 | 10 | 75 -
Iy
23 4 05 11 | 4 | 50 - 10 | 2 | 25 | 10 | 75 -
53
4 1 11 6 50 - 10 | 25 25 | 10 | 75 -
o 4 1 11 4 50 - 2 05 3 | 12 | 75 =
Q
3
°g 5 02 | 13| 6 | 50 - 12 1 | %2 12 75 -
o
] 5 03 138 | 6 | 50 - 2 15 2 | 12 75 -
- 5 05 | 13 6 50 - 12 2 2 | 12 | 75 -
P 5 1 13 6 50 - 12 | 25 | 32 | 12 | 75 -
22
Sz 6 02 | 16 6 50 - 12 3 32 12 | 75 -
< ©
6 03 | 16 6 50 =

G003
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Dao phay ranh sau (~65HRC) oy

2-Flute Long Neck End Mills for Hardened Steels

BRUEE =

* Thiét ké chuyén dung dé gia cong vat liéu co dd cirng cao, cat kho va cat toc d6 cao.

* Bé mat gia cong sang bong vuot troi.

* Kha nang chong mai mon cao. _gl R s 2

———— atm_,_q 3
-2 21
L
Units: mm

D) | (@) ] (@) | )| @ | (L) D) | (@) ] @ | d)| @ | M
0.4 1 06 | 037 4 45 0.9 15 1.4 | 0.85 4 50 -
0.4 2 06 | 0.37 4 45 1 4 15 | 0.95 4 45 -
0.4 3 06 | 037 4 45 1 1.5 | 0.95 4 45 -
0.4 4 06 | 0.37 4 45 1 15 | 0.95 4 45 -
0.4 5 06 | 0.37 4 45 1 1.5 | 0.95 4 45 -
0.5 2 0.7 | 045 4 45 1 10 15 | 0.95 4 45 -
0.5 3 0.7 | 045 4 45 1 12 15 | 0.95 4 45 -
0.5 4 0.7 | 045 4 45 1 14 15 | 0.95 4 50 -
0.5 6 0.7 | 045 4 45 1 16 15 | 0.95 4 50 -
0.5 8 0.7 | 045 4 45 1 20 1.5 | 0.95 4 55 -
0.6 2 09 | 055 4 45 1.2 4 18 | 1.15 4 45 -
0.6 & 09 | 055 4 45 1.2 6 1.8 | 1.15 4 45 -
0.6 4 09 | 055 4 45 1.2 8 18 | 1.15 4 45 -
0.6 6 09 | 055 4 45 1.2 10 18 | 1.15 4 45 -
0.6 8 09 | 055 4 45 1.2 12 18 | 1.15 4 45 -
0.6 10 09 | 0.55 4 45 1.2 16 1.8 | 1.15 4 50 -
0.7 2 1 0.65 4 45 14 6 21 | 1.35 4 45 -
0.7 4 1 0.65 4 45 1.4 8 21 | 1.35 4 45 -
0.7 6 1 0.65 4 45 1.4 10 21 | 1.35 4 45 -
0.7 1 0.65 4 45 1.4 12 21 | 1.35 4 45 -
0.7 10 1 0.65 4 45 14 14 21 | 1.35 4 50 -
0.8 2 12 | 0.75 4 45 14 16 21 | 1.35 4 50 -
0.8 4 12 | 0.75 4 45 1.4 22 21 | 1.35 4 55 -
0.8 6 12 | 0.75 4 45 1.5 6 2.3 | 145 4 45 -
0.8 8 12 | 0.75 4 45 1.5 8 23 | 145 4 45 -
0.8 10 12 | 0.75 4 45 1.5 10 23 | 145 4 45 -
0.8 12 12 | 0.75 4 45 15 12 23 | 145 4 45 -
0.9 6 14 | 0.85 4 45 1.5 14 23 | 145 4 50 -
0.9 8 14 | 0.85 4 45 1.5 16 2.3 | 145 4 50 -
0.9 10 14 | 0.85 4 45 1.5 18 23 | 145 4 55 -
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Dao phay ranh sau (~65HRC) e
g% 2-Flute Long Neck End Mills for Hardened Steels Units : mm
D | (2) | (@ | (d2) | @ | (L) D | (@) | (8 | d2) | d | (L)
| 15 | 20 | 23 145 4 | 55 - 25 | 20 | 37 | 24 | 4 | 60 -
= 16 | 6 | 24 155 4 | 45 - 25 | 26 | 37 |24 4 | 70 -
S8 16 | 8 | 24 155 4 | 45 - 25 1 30 | 37 | 24 | 4 | 80 -
° 16 | 10 | 24 155 4 | 45 - 3 8 45 28 6 | 45 -
18 | 12 | 24 155 4 | 45 - 3 0 10 45 28 6 | 45 -
_ 16 | 14 | 24 155 4 | 50 = 3 12 | 45 28 6 | 50 =
o5 16 | 16 | 24 155 4 | 50 & - 3 14 45 285 6 | 50 | -
g §, 16 | 18 | 24 155 4 | 55 - 3 16 45 28 6 | 55 —
16 | 20 | 24 155 4 | 55 - 3 | 18 | 45 28 6 | 55 -
16 | 26 | 24 155 4 | 60 - 3 20 | 45 28 6 | 60 =
29 18 | 6 | 27 (175 4 | 45 - 3 | 2 | 45 28 6 | 70 -
% o 18 | 8 | 27 (175 4 | 45 - 3 | 30 | 45 28| 6 | 70 -
o 18 | 10 | 27 175 | 4 | 45 - 3 | 3 | 45 285 6 | 80 -
18 12 | 27 175 4 | 45 = 3 40 | 45 28 6 | 90 =
e_ 18 | 14 | 27 [ 175 4 | 50 - 4 10 6 |38 6 | 50 -
238 18 | 16 | 27 175 4 | 50 - 4 12 | 6 |38 6 | 50 =
Sof 18 | 18 | 27 175 4 | 55 | - 4 16 6 385 6 60 -
3 18 | 20 | 27 | 175 4 | 55 - 4 | 20 | 6 38| 6 | 60 -
B 18 | 26 | 27 (175 4 | 65 - 4 | 2% 6 38 6 | 70 -
S8 2 3 195 4 | 45 = 4 30 6 38 6 70 =
oD 2 3 195 4 | 45 - 4 | 3 6 38 6 | 80 -
3= 2 |10 3 195 4 | 45 = 4 | 40 | 6 |38 6 90 —
S 2 | 12 3 195 4 | 45 - 4 | 46 6 38 6 | 90 -
5 2 | 14 3 195 4 | 50 - 4 50 | 6 |38 6 | 100 -
2 g 2 | 16 3 195 4 | 50 - 5 | 16 | 75 48 6 | 60 -
53 2 | 18 3 195 4 | 55 = 5 20 75 48 6 | 60 -
2 | 20 3 195 4 | 55 - 5 | 26 | 75 48 6 | 70 -
o 2 | 2 3 195 4 | 60 - 5 30 75 48 6 | 80 —
5 2 | 2 3 195 4 | 60 - 5 | 3 | 75 48 6 | 80 -
o 2 |3 3 195 4 | 70 - 5 40 | 75 48 6 | 80 =
2 25 | 8 | 37 | 24 4 | 45 - 5 50 | 75 |48 6 | 110 -
- 205 | 10 | 37 | 24 | 4 | 45 - 6 20 9 58 6 | 80 -
> 25 | 12 | 37 | 24 | 4 | 45 - 6 30 9 58 6 | 90 -
- 25 | 14 | 37 |24 4 | 50 = 6 40 | 9 |58 6 | 100 =
=3 05 | 16 | 37 | 24 | 4 | 55 - 6 5 9 58| 6 110 -
25 | 18 | 37 | 24 4 | 55 -
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Dao phay cau ranh sau (~65HRC) o

2-Flute Long Neck Ball End Mills for Hardened Steels

OO)]] * kel 5 Fetaste

* Thiét ké chuyén dung dé gia cong vat liéu co dd cirng cao, cat kho va cat toc d6 cao.

* Bé mat gia cong sang bong vuot troi.

* Kha ndng chong mai mon cao.

N s— B
<y,
Units: mm

R) (24) (2) (d2) (d) L (T

0.2 0.5 0.4 0.37 04 4 45 -
0.2 1 0.4 0.37 0.4 4 45 -
0.2 1.5 0.4 0.37 0.4 4 45 -
0.2 2 0.4 0.37 0.4 4 45 -
0.2 3 0.4 0.37 0.4 4 45 -
0.2 4 0.4 0.37 0.4 4 45 -
0.2 5 0.4 0.37 0.4 4 45 -
0.25 1 0.5 0.45 0.5 4 45 -
0.5 2 0.5 0.45 0.5 4 45 -
0.25 3 0.5 0.45 0.5 4 45 -
0.25 4 0.5 0.45 0.5 4 45 -
0.25 5 0.5 0.45 0.5 4 45 -
0.25 6 0.5 0.45 0.5 4 45 -
0.25 8 0.5 0.45 0.5 4 45 -
0.3 1 0.6 0.55 0.6 4 45 -
0.3 2 0.6 0.55 0.6 4 45 -
0.3 3 0.6 0.55 0.6 4 45 -
0.3 4 0.6 0.55 0.6 4 45 -
0.3 5 0.6 0.55 0.6 4 45 -
0.3 6 0.6 0.55 0.6 4 45 -
0.3 8 0.6 0.55 0.6 4 45 -
0.3 10 0.6 0.55 0.6 4 45 -
0.4 2 0.8 0.75 0.8 4 45 -
0.4 4 0.8 0.75 0.8 4 45 -
0.4 6 0.8 0.75 0.8 4 45 -
0.4 8 0.8 0.75 0.8 4 45 -
0.4 10 0.8 0.75 0.8 4 45 -
0.5 3 1 0.95 1 4 45 -
0.5 4 1 0.95 1 4 45 -
0.5 5 1 0.95 1 4 45 -
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Dao phay cau ranh sau (~65HRC) o
g% 2-Flute Long Neck Ball End Mills for Hardened Steels Units: mm
e
o
R) (94) (9) (d2) (d) (L) (T
05 6 1 0.95 1 4 45 -
= 05 7 1 0.95 1 4 45 -
23 05 8 1 0.95 1 4 45 -
S 05 10 1 0.95 1 4 45 -
05 12 1 0.95 1 4 45 -
05 14 1 0.95 1 4 50 -
. = 05 16 1 0.95 1 4 50 -
=3 05 20 1 0.95 1 4 55 -
3 0.6 4 12 1.15 12 4 45 -
0.6 6 12 115 12 4 45 -
0.6 8 12 1.15 12 4 45 -
78 0.6 10 12 1.15 12 4 45 -
39 0.6 12 12 1.15 12 4 45 -
o8 0.7 8 14 1.35 14 4 45 -
0.7 12 14 1.35 14 4 45 -
z 0.7 16 14 1.35 14 4 50 -
i 0.75 4 15 1.45 15 4 45 -
o3 0.75 6 15 145 15 - 45 -
5" 0.75 8 15 145 15 4 45 -
0.75 10 15 145 15 4 45 =
@ 0.75 12 15 1.45 15 4 45 -
i 8 0.75 14 15 145 15 4 50 -
33 0.75 16 15 1.45 15 4 50 -
o 0.75 20 15 145 15 4 55 -
—] 0.8 8 16 155 16 4 45 -
o 0.8 12 16 155 16 4 45 -
@ ?jj 0.8 16 16 1,55 16 4 50 -
25 0.8 20 16 155 16 4 55 -
0.9 8 18 175 18 4 45 -
5 0.9 12 18 175 18 4 45 -
o 0.9 16 18 1.75 18 4 50 -
3% 0.9 20 18 1.75 18 4 55 -
g8 1 4 2 1.95 2 4 45 -
O <
i 1 6 2 195 2 4 45 -
1 8 2 1.95 2 4 45 -
Z 1 10 2 1.95 2 4 45 =
e 1 12 2 1.95 2 4 50 -
&6 1 14 2 1.95 2 4 50 -
1 16 2 1.95 2 4 50 -
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Dao phay cau ranh sau (~65HRC)

2-Flute Long Neck Ball End Mills for Hardened Steels

New

Units: mm

R) (21) (2) (d2) (d) (8] M
1 18 2 1.95 2 4 55 -
1 20 2 1.95 2 4 55 -
1 22 2 1.95 2 4 60 -
1 26 2 1.95 2 4 70 -
1 30 2 1.95 2 4 70 -
1.25 8 2.5 2.4 2.5 6 50 -
1.25 10 25 24 25 6 50 -
1.25 16 25 2.4 25 6 55 -
1.25 20 25 2.4 25 6 60 -
1.5 8 3 2.85 3 6 50 -
1.5 10 3 2.85 3 6 50 -
1.5 12 3 2.85 3 6 50 -
1.5 14 3 2.85 3 6 55 -
1.5 16 3 2.85 3 6 55 -
1.5 18 3 2.85 3 6 60 -
1.5 20 3 2.85 3 6 60 -
1.5 26 3 2.85 3 6 70 -
1.5 30 3 2.85 3 6 70 -
1.5 36 3 2.85 3 6 80 -
2 10 4 3.85 4 6 60 -
2 12 4 3.85 4 6 60 -
2 16 4 3.85 4 6 60 -
2 20 4 3.85 4 6 65 -
2 26 4 3.85 4 6 70 -
2 30 4 3.85 4 6 70 -
2 36 4 3.85 4 6 80 -
2 40 4 3.85 4 6 90 -
2 46 4 3.85 4 6 90 -
2 50 4 3.85 4 6 100 -
2.5 16 5 4.85 5 6 60 -
25 20 5 4.85 5 6 60 -
2.5 26 5 4.85 5 6 70 -
25 30 5 4.85 5 6 80 -
2.5 36 & 4.85 5 6 80 -
3 20 6 5.85 6 6 80 -
3 30 6 5.85 6 6 90 -
3 40 6 5.85 6 6 100 -
3 50 6 5.85 6 6 110 -
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GMSEH-2

Recommended Cutting Condition

(~ 32HRC) (32 ~ 38HRC) (~ 35HRC)

T Imm/min|m/min| mm

1 18,900 | 275 59 | 0.007 | 18,900 275 59 | 0.007 | 18,900 | 275 59 | 0.007

2 13,100 | 315 82 | 0.012 | 13,100 315 82 | 0.012 | 13,100 | 315 82 | 0.012

3 8,600 | 315 81 0.018 | 8,600 315 81 0.018 | 8,600 | 315 81 0.018

4 6,550 | 325 82 | 0025 | 6550 325 82 | 0.025 | 6,550 | 325 82 | 0.025

5 6,200 | 370 97 | 0.03 6,200 | 370 97 | 0.03 6,200 | 370 97 | 0.03
5,150 | 345 97 | 0.033 | 5150 345 97 | 0.033 | 5150 | 345 97 | 0.033

8 3,900 | 345 98 | 0.044 | 3,900 345 98 | 0.044 | 3900 | 345 98 | 0.044

10 3,050 | 315 96 | 0.052 | 3,050 315 96 | 0.052 | 3,050 | 315 96 | 0.052

12 2,600 | 315 98 | 0.061 | 2,600 315 98 | 0.061 | 2,600 | 315 98 | 0.061

Cutting % E Eoso
Depth PT*A
D=0D

(~ 35HRC) (~ 55HRC) (~ 55HRC)

T I/mm/min|m/min| mm

1 14,950 | 210 47 | 0.007 | 14,950 | 210 47 | 0.007 | 10,050 | 135 32 | 0.007

2 10,250 | 250 64 | 0.012 | 10,250 = 250 64 | 0.012 | 6,900 | 160 43 | 0.012

3 6,800 | 250 64 | 0.018 | 6,800 250 64 | 0.018 | 4,550 | 160 43 | 0.018

4 5200 | 265 65 | 0.025 | 5200 265 65 | 0.025 | 3450 | 170 43 | 0.025

5 4,900 | 295 77 | 0.03 4,900 | 295 77 | 0.03 3,250 | 190 51 0.029
4,050 | 285 76 | 0.035 | 4,050 285 76 | 0.035 | 2,700 | 180 51 0.033

8 3,050 | 265 77 | 0.043 | 3,050 265 77 | 0.043 | 2,050 | 170 52 | 0.041

10 2,450 | 250 77 | 0.051 | 2,450 250 77 | 0.051 | 1,600 | 160 50 | 0.05

12 2,050 | 250 77 | 0.061 | 2,050 250 77 | 0.061 | 1,400 | 160 53 | 0.057

Cutting % E Eoso
Depth PT*A
D=0D
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G M S E H -2 M Recommended Cutting Condition

_= (~ 60HRC) (~ 60HRC)
26
&L
& min” | mm/min | m/min mm min” | mm/min | m/min mm
— 1 8,050 85 25 0.005 6,300 55 20 0.004
=z 2 5,700 95 36 0.008 4,350 60 27 0.007
S
@ ﬂg' 3 3,750 95 35 0.013 2,950 60 28 0.01
4 2,850 100 36 0.018 2,200 65 28 0.015
= 5 2,500 105 39 0.021 2,000 65 31 0.016
5]
g; 6 2,100 105 40 0.025 1,650 65 31 0.02
(S|
5 8 1,600 95 40 0.03 1,250 65 31 0.026
10 1,250 90 39 0.036 1,000 55 31 0.028
§ gU) 12 1,050 90 40 0.043 850 55 32 0.032
Zg
e
[
Cutting % E Eoso
Depth 7,
® L
c 1D
T O D=0D
M o
X ©
S
< (~ 42HRC) (~ 55HRC)
(72}
SQ min” | mm/min | m/min mm min” | mm/min | m/min mm
mo
%’ 2 1 14,950 210 47 0007 | 10,050 135 32 0.007
<
o
2 10,250 250 64 0.012 6,900 160 43 0.012
5 3 6,800 250 64 0.018 4,550 160 43 0.018
T Q
% % 4 5,200 265 65 0.025 3,450 170 43 0.025
o8
o= 5 4,900 295 77 0.03 3,250 190 51 0.029
g 6 4,050 285 76 0.035 2,700 180 51 0.033
3
% “OU’ 8 3,050 265 77 0.043 2,050 170 52 0.041
=)
gé- 10 2,450 250 77 0.051 1,600 160 50 0.05
- 12 2,050 250 77 0.061 1,400 160 53 0.057
o
e Cutting Z/ E Eoso
&5 Depth 1z
1D
D=0D

G026
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GMSEH-2 Recommended Cutting Condition

(~ 32HRC) (32 ~ 38HRC) =
min” | mm/min | m/min mm min” | mm/min | m/min mm i
1 18,900 390 59 0.01 18,900 390 59 0.01 —
2 13,100 440 82 0.017 13,100 440 82 0.017 =
S
3 8,600 440 81 0.026 8,600 440 81 0.026 @ %_"
4 6,550 460 82 0.035 6,550 460 82 0.035
5 6,200 535 97 0.043 6,200 535 97 0.043 =
et}
5,150 500 97 0.049 5,150 500 97 0.049 g é
» 9
8 3,900 490 98 0.063 3,900 490 98 0.063 5
10 3,050 440 96 0.072 3,050 440 96 0.072
12 2,600 440 98 0.085 2,600 440 98 0.085 § %U;
39
R
Cutting 1D
Depth %)
0.03D
D=0D S So
me
S
E
(2}
min” | mm/min | m/min mm min” | mm/min | m/min mm S9
mo
1 18,900 390 59 0.01 14,950 305 47 0.01 E §
<
o
2 13,100 440 82 0.017 10,250 355 64 0.017
3 8,600 440 81 0.026 6,800 355 64 0.026 5
P QO
4 6,550 460 82 0.035 5,200 370 65 0.036 g %
o8
5 6,200 535 97 0.043 4,900 425 77 0.043 o=
5,150 500 97 0.049 4,050 410 76 0.051 g
3
8 3,900 490 98 0.063 3,050 380 77 0.062 % ‘c‘?’
=)
10 3,050 440 96 0.072 2,450 355 77 0.072 gi
12 2,600 440 98 0.085 2,050 355 77 0.087 -
5
Cutting 1D 1D BE
50D 777 00w 7771 000

G027
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GMSEH-2 Recommended Cutting Condition

(~ 55HRC) (~ 55HRC) (~ 60HRC)

— 1 14,950 | 305 47 | 0.01 | 10,050 | 190 32 | 0.009 | 8,050 | 115 25 | 0.007

2 10,250 | 355 64 | 0.017 | 6,900 220 43 | 0.016 | 5700 | 135 36 | 0.012

=
g gi 3 6,800 | 355 64 0.026 | 4,550 | 220 43 | 0.024 | 3,750 | 135 35 0.018
4 5,200 | 370 65 0.036 | 3,450 | 230 43 | 0.033 | 2,850 | 140 36 0.025
= 4,900 | 425 77 0.043 | 3250 | 265 51 0.041 | 2,500 | 145 39 0.029
g g 4,050 | 410 76 0.051 | 2,700 | 250 51 0.046 | 2,100 | 145 40 0.035
"8

8 3,060 | 380 77 0.062 | 2,050 | 230 52 0.056 | 1,600 | 135 40 0.042

10 2,450 | 355 77 0.072 | 1,600 | 220 50 | 0.069 | 1,250 | 125 39 0.05

12 2,060 | 355 77 0.087 | 1,400 | 220 53 | 0079 | 1,060 @125 40 0.06

sioweay
eoQ oeq

Cutting 1D
® Depth 0.03D
So D=0D S
M o
X ©
-
3
(72}
Co
T
52
%g 1 6,300 75 20 0.006 | 14,950 | 305 47 0.01 | 10,060 | 190 32 0.009
<
o

2 4,350 85 27 0.01 | 10,250 | 355 64 0.017 | 6,900 | 220 43 0.016
5 3 2,950 85 28 0.014 | 6,800 | 355 64 0.026 | 4,550 | 220 43 0.024
IQ)
%% 4 2,200 90 28 0.02 5,200 370 65 0.036 | 3,450 @ 230 43 0.033
S3
o= 5 2,000 95 31 0.024 | 4,900 | 425 77 0.043 | 3,250 | 265 51 0.041
) 6 1,650 95 31 0.029 | 4,050 | 410 76 0.051 | 2,700 | 250 51 0.046
QO
3
gno? 8 1,250 85 31 0.034 | 3,050 380 77 0.062 & 2,060 | 230 52 0.056
S g
g&z’r 10 1,000 85 31 0.043 | 2,450 | 355 77 0.072 | 1,600 | 220 50 0.069
- 12 850 85 32 0.05 2,050 | 355 77 0.087 | 1,400 | 220 53 0.079
1
§§ Cutting 1D
2% Depth

D=0D 00

G028
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GMSEH-4 Recommended Cutting Condition

(~ 32HRC) (32 ~ 38HRC) =
%'g
°
min” | mm/min | m/min mm min” | mm/min | m/min mm i
1 25,200 850 79 0.008 25,200 850 79 0.008 I
2 17,500 1,010 110 0.014 17,500 1,010 110 0.014
z
3 11,450 1,010 108 0.022 11,450 1,010 108 0.022 _g' E;
4 8,750 1,040 110 0.03 8,750 1,040 110 0.03 3
5 8,250 1,155 130 0.035 8,250 1,155 130 0.035
6 6,900 1,125 130 0.041 6,900 1,125 130 0.041 -
8 5,200 1,080 131 0.052 5,200 1,080 131 0.052 9 ix
10 4,100 1,010 129 0.062 4,100 1,010 129 0.062 g §
12 3,500 1,010 132 0.072 3,500 1,010 132 0.072
16 2,550 865 128 0.085 2,550 865 128 0.085
20 2,050 750 129 0.091 2,050 750 129 0.091 § ﬁoUJ
Jg
e
[
Cutting 1D
Depth %)
0.03D
D=0D S So
M o
el
S
a
(2}
min' | mm/min | m/min mm min®' | mm/min | m/min mm S9
mo
1 25,200 850 79 0.008 19,950 610 63 0.008 ﬂ §
Py
2 17,500 1,010 110 0.014 13,650 620 86 0.011 o~
3 11,450 1,010 108 0.022 9,100 725 86 0.02
4 8,750 1,040 110 0.03 6,950 750 87 0.027 z g
o
5 8,250 1,155 130 0.035 6,550 865 103 0.033 § 3
QO
6 6,900 1,125 130 0.041 5,450 810 103 0.037 o=
8 5,200 1,080 131 0.052 4,100 775 103 0.047 -
10 4,100 1,010 129 0.062 3,250 725 102 0.056 § o
12 3,500 1,010 132 0.072 2,750 725 104 0.066 %%
16 2,550 865 128 0.085 2,050 635 103 0.077 %2
20 2,050 750 129 0.091 1,650 555 104 0.084 =
1
Cutting 1D 1D BE
500 77/ 003D /1 000
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GMSEH-A4 Recommended Cutting Condition

(~ 55HRC) (~ 55HRC) (~ 60HRC)

] 1 19,950 | 610 63 | 0.008 | 13,400 410 42 0.008 | 10,750 | 250 34 0.006

2 13,650 | 620 86 | 0.011 | 9,200 | 485 58 | 0.013 | 7,600 | 305 48 | 0.01
_g fj 3 9,100 | 725 86 | 0.02 6,050 | 485 57 | 0.02 5,000 | 305 47 | 0.015
3 4 6,950 | 750 87 | 0.027 | 4,600 505 58 | 0.027 | 3,800 | 315 48 | 0.021
| 5 6,550 | 865 103 | 0.033 | 4,350 | 580 68 | 0.033 | 3,350 335 53 | 0.025
- 6 5450 | 810 103 | 0.037 | 3,600 | 545 68 | 0.038 | 2800 | 325 53 | 0.029
9 i' 8 4,100 | 775 103 | 0.047 | 2,750 | 520 69 | 0.047 | 2,100 305 53 | 0.036
g g 10 3,250 | 725 102 | 0.056 | 2,150 | 485 68 | 0.056 | 1,700 | 275 53 | 0.04

12 2,750 | 725 104 | 0.066 | 1,850 | 485 70 | 0.066 | 1,400 275 53 | 0.049
16 2,050 | 635 103 | 0.077 | 1,350 | 420 68 | 0.078 | 1,050 | 240 53 | 0.057
20 1,650 | 555 104 | 0.084 | 1,100 | 380 69 | 0.086 850 | 220 53 | 0.065

sioweay
eoQ oeq

Cutting D
Depth 0.02D
D=0D S

Aeyd oeQ

(2]
c
0
m
Py
@]
o
)
=
=}
Q@

()
g
T
T o
ﬁ § 1 8,400 160 26 0.005 1 19,950 | 610 63 | 0.008 | 13,400 | 410 42 0.008
Py
o~ 2 5,800 190 36 0.008 | 13,650 | 620 86 | 0.011 & 9200 485 58 0.013
3 3,950 | 190 37 0.012 | 9,100 | 725 86 | 0.02 6,050 @ 485 57 0.02
z g 4 2,950 | 195 37 0.017 | 6,950 | 750 87 | 0.027 | 4,600 505 58 0.027
o
§ 3 5 2,700 | 215 42 0.02 6,550 | 865 103 | 0.033 | 4,350 | 580 68 0.033
Q
o= 6 2,200 | 200 41 0.023 | 5450 | 810 103 | 0.037 | 3,600 545 68 0.038
5 8 1,700 | 190 43 0.028 | 4,100 | 775 103 | 0.047 | 2,750 | 520 69 0.047
§ o 10 1,350 | 180 42 0.033 | 3,250 | 725 102 | 0.056 | 2,150 | 485 68 0.056
(aj Eg 12 1,100 175 4 0.04 2,750 | 725 104 | 0.066 | 1,850 | 485 70 0.066
%2 16 850 | 160 43 0.047 | 2,060 | 635 103 | 0.077 | 1,350 | 420 68 0.078
- 20 700 | 145 44 0.052 | 1,650 | 555 104 | 0.084 | 1,100 | 380 69 0.086

>
© } )
§ = Cutting 1D
2% Depth
0.02D
D=0D -
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GMSRH-4

Recommended Cutting Condition

( ~ 28HRC) (~ 32HRC) (10 ~ 29HRC)

T I/mm/min|m/min| mm

Xxapu|
onT onp

sdej
ole] In\

s(|ug
ueouy INIA

slswesy
eoq oeq

3 9,350 | 335 88 | 0.009 | 5850 | 210 55 | 0.009 | 9,350 | 335 88 | 0.009
4 7,950 | 600 100 | 0.019 | 4,850 | 370 61 0.019 | 7,950 | 600 100 | 0.019
5 6,600 | 630 104 | 0.024 | 3,950 | 380 62 | 0.024 | 6,600 | 630 104 | 0.024
6 5850 | 695 110 | 0.03 | 3,550 | 430 67 | 0.03 | 5850 | 695 110 | 0.03
8 4,400 | 745 111 | 0.042 | 2,650 @ 400 67 | 0.038 | 4,400 | 745 111 | 0.042
10 3,400 | 640 107 | 0.047 | 2,100 | 315 66 | 0.038 | 3,400 | 640 107 | 0.047
12 2,900 | 545 109 | 0.047 | 1,750 | 265 66 | 0.038 | 2,900 | 545 109 | 0.047
Cutting 1D 1D 1D
Depth
o 7o 7o 7o

3 5,850 | 210 55 0.009 | 9,350 | 335 88 | 0.009 | 5850 | 210 55 0.009
4 4,850 | 370 61 | 0.019 | 7,950 @ 600 100 | 0.019 | 4,850 370 61 0.019
5 3,950 | 380 62 | 0.024 | 6,600 = 630 104 | 0.024 | 3,950 | 380 62 | 0.024
6 3,550 | 430 67 0.03 | 5850 | 695 110 | 0.03 | 3,550 | 430 67 0.03
8 2,650 | 400 67 | 0.038 | 4400 @ 745 111 | 0.042 | 2,650 | 400 67 | 0.038
10 2,100 @ 315 66 0.038 | 3,400 | 640 107 | 0.047 | 2,100 | 315 66 0.038
12 1,750 | 265 66 | 0.038 | 2,900 @ 545 109 | 0.047 | 1,750 | 265 66 | 0.038

Cutting 1D 1D 1D

Depth

oon 771 0.02D 0D 7771 0.02D
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G M S RH -4 M Recommended Cutting Condition

(~ 10HRC) (~ 55HRC) (~ 60HRC)

] 3 4,850 | 180 46 0.009 | 3,550 65 33 0.005 | 2,000 55 19 0.007

_gi fj 4 4,050 @ 295 51 0.018 | 3,100 65 39 0.005 | 1,550 55 19 0.009
° 5 3,300 | 315 52 0.024 | 2,450 75 38 0.008 | 1,300 55 20 0.011
- 6 3,000 = 345 57 0.029 | 2,100 85 40 0.01 1,150 55 22 0.012
=

g ?) 8 2,200 | 370 55 0.042 | 1,750 | 115 44 0.016 900 55 23 0.015
>

10 1,750 | 315 55 0.045 | 1,450 95 46 0.016 700 40 22 0.014

12 1,450 | 250 55 | 0.043 | 1,200 85 45 | 0.018 600 | 40 23 | 0.017

sioweay
eoQ oeq

Cutting 1D 1D
" Depth
0.1 0.02D
So D=0D D S
m o
X ©
S
a
(72}
SQ min” | mm/min | m/min mm min” | mm/min | m/min mm
mo
Pl v)
3 g 3 5,850 210 55 0.009 3,550 65 33 0.005
@
— 4 4,850 370 61 0.019 3,100 65 39 0.005
I8
9o 5 3,950 380 62 0.024 2,450 75 38 0.008
3
= 6 3,550 430 67 0.03 2,100 85 40 0.01
g? 8 2,650 400 67 0.038 1,750 115 44 0.016
)
[S
- 0
?) T 10 2,100 315 66 0.038 1,450 95 46 0.016
82
a 12 1,750 265 66 0.038 1,200 85 45 0.018
51
e Cutting 1D
2% Depth
0.02D
D=0D S
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Side Milling

GMHRH-2 Recommended Cutting Condition
Work Non-Alloy Steels
material ( ~ 28HRC) (~ 32HRC)
oD RPM  Feed Ve fz  CuttingDepth RPM = Feed Ve fz  Cutting Depth
min” [mm/min| m/min | mm |apmm | min' |mm/min| m/min | mm |ap mm
0.4 40,550 275 51 0.003 0.007 | 29,500 125 37 0.002 0.007
' ~45650| ~ 530 | ~57 | ~0.006 | ~0.018 ~32,600 ~410 ~41 | ~0.006 | ~0.018
05 31,200 275 49 0.004 0.009 | 29,500 125 46 0.002 0.009
’ ~39,700| ~ 530 | ~62 | ~0.007 | ~0.022 ~32,600 ~410 ~51 | ~0.006 ~0.022
06 31,200 340 59 0.005 0.011 | 29,500 115 56 0.002 0.011
' ~39,700| ~ 690 | ~75 | ~0.009 | ~0.026 ~32,600 ~530 ~61 | ~0.008 | ~0.026
0.7 31,200 340 69 0.005 0.012 | 29,500 115 65 0.002 0.012
‘ ~39,700| ~ 690 | ~87 | ~0.009 | ~0.031 ~32,600 ~530 ~72 | ~0.008 | ~0.031
0.8 26,950 380 68 0.007 0.014 | 25,200 125 63 0.002 0.014
' ~34950| ~ 795 | ~88 | ~0.011 | ~0.035 ~28,250 ~580 ~71 | ~0.01 | ~0.035
0.9 24,550 380 69 0.008 0.03 23,350 170 66 0.004 0.03
’ ~31,200| ~ 550 | ~88 | ~0.009 | ~0.06 ' ~26,100 ~650 ~74 | ~0.012 | ~0.06
1 22,700 380 7 0.008 0.045 | 20,250 200 64 0.005 0.045
~28,350| ~ 550 | ~89 | ~0.01 | ~0.09 |~22,800 ~715 ~72 | ~0.016 | ~0.09
19 18,450 380 70 0.01 0.055 | 17,200 200 65 0.006 0.055
’ ~22,700  ~1,075 | ~86 | ~0.024 | ~0.1 |~18,450| ~715 ~70 | ~0.019 | ~0.1
14 16,050 380 7 0.012 0.062 | 14,750 200 65 0.007 0.062
' ~19,850| ~1,075 | ~87 | ~0.027 | ~0.125 ~16,300| ~715 ~72 | ~0.022 | ~0.125
15 14,650 380 69 0.013 0.07 13,500 200 64 0.007 0.07
‘ ~18,900 | ~1,075 | ~89 | ~0.028 | ~0.135 ~15;750| ~715 ~74 | ~0.023 | ~0.135
16 14,200 380 71 0.013 0.075 | 13,350 200 68 0.007 0.075
' ~17,950| ~1,075 | ~90 | ~0.03 | ~0.145 ~14,650| ~715 ~74 | ~0.024 | ~0.145
18 13,250 380 75 0.014 0.08 12,300 200 70 0.008 0.08
‘ ~17,000| ~1,075 | ~9 | ~0.032 | ~0.16 |~13,050 ~715 ~74 | ~0.027 | ~0.16
5 11,800 380 74 0.016 0.09 11,050 200 69 0.009 0.09
~14650| ~1,075 | ~92 | ~0.037 | ~0.18 |~11,950| ~715 ~75 | ~0.03 | ~0.18
25 9,450 380 74 0.02 0.112 8,600 200 68 0.012 0.112
’ ~12,300| ~1,075 | ~97 | ~0.044 | ~0.235 ~ 9,800 ~715 ~77 | ~0.036 | ~0.235
3 8,050 380 76 0.024 0.135 7,350 200 69 0.014 0.135
~ 9,900 ~1,075  ~93 | ~0.054 ~0.27 |~ 8,150 ~715 ~77 | ~0.044 | ~0.27
4 6,150 380 77 0.031 0.18 5,550 200 70 0.018 0.18
~ 7,550 ~1,075 | ~95 | ~0.071 | ~0.36 |~ 6,000 ~715 ~75 | ~0.06 | ~0.36
5 4,750 380 75 0.04 0.225 4,300 200 68 0.023 0.225
~ 6,150 | ~1,075 | ~97 | ~0.087 | ~0.45 |~ 4900 ~715 ~77 | ~0.073 | ~0.45
6 4,250 380 80 0.045 0.27 3,700 200 70 0.027 0.27
~ 5200 ~1,075  ~98 | ~0.103 | ~0.54 |~ 4350 ~715 ~82 | ~0.082 | ~0.54
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P 7 — JA\ Dao Phay SUPER Coating

GMHRH-2 Recommended Cutting Condition

Work Low Alloy Steels
= material (10 ~ 29HRC) (32 ~ 38HRC)
§§ oD RPM Feed Vc fz  CuttingDepth RPM Feed Vc fz  Cutting Depth
i min® [mm/min| m/min | mm |apmm| min" |mm/min| m/min | mm |ap mm
—] 0.4 40,550 275 51 0.003 0.007 | 29,500 125 37 0.002 0.007
' ~45650 | ~ 530 | ~57 | ~0.006 ~0.018 |~32,600 ~410 ~41 | ~0.006 = ~0.018
=
_g' i 05 31,200 275 49 0.004 0.009 | 29,500 125 46 0.002 0.009
- ' ~39,700 | ~ 530 | ~62 | ~0.007  ~0.022 |~32,600 ~410 ~51 | ~0.006 ~0.022
06 31,200 340 59 0.005 0.011 29,500 115 56 0.002 0.011
' ~39,700 | ~ 690 | ~75 | ~0.009 | ~0.026 |~32,600 ~530 ~61 | ~0.008 ~0.026
o g 0.7 31,200 340 69 0.005 0.012 | 29,500 115 65 0.002 0.012
%% ' ~39,700 | ~ 690 | ~87 | ~0.009 ~0.031 |~32,600 ~530 ~72 | ~0.008 ~0.031
[V
> 0.8 26,950 380 68 0.007 0.014 | 25,200 125 63 0.002 0.014
S ' ~34,950| ~ 795 | ~88 | ~0.011 | ~0.035 |~28250 ~580 ~71 | ~0.01 | ~0.035
Jo 0.9 24,550 380 69 0.008 0.03 23,350 170 66 0.004 0.03
g% ' ~31,200| ~ 550 | ~88 | ~0.009 ~0.06 |~26,100 ~650 ~74 | ~0.012 | ~0.06
|w)
8 ] 22,700 380 71 0.008 0.045 | 20,250 200 64 0.005 0.045
~28350| ~ 550 | ~89 | ~0.01 | ~0.09 |~22,800 ~715 ~72 | ~0.016 | ~0.09
= 19 18,450 380 70 0.01 0.055 | 17,200 200 65 0.006 0.055
ﬁg ' ~22,700 | ~1,075 | ~86 | ~0.024 | ~0.1 |~18450 ~715 ~70 | ~0.019 | ~0.1
o 16,050 380 71 0.012 0.062 | 14,750 200 65 0.007 0.062
92 1.4 ’
§-< ' ~19,850 | ~1,075 | ~87 | ~0.027 | ~0.125 |~16,300| ~715 ~72 | ~0.022 | ~0.125
15 14,650 380 69 0.013 0.07 13,500 200 64 0.007 0.07
2g ' ~18,900 | ~1.075 | ~89 | ~0.028 | ~0.135 |~15,750| ~715 ~74 | ~0.023 | ~0.135
T
%9:9 16 14,200 380 71 0.013 0.075 | 13,500 200 68 0.007 0.075
%é’ ' ~17,950 | ~1,075 | ~90 | ~0.03 | ~0.145 |~14,650| ~715 ~74 | ~0.024 | ~0.145
S 18 13,250 380 75 0.014 0.08 12,300 200 70 0.008 0.08
' ~17,000 | ~1,075 | ~96 | ~0.032 | ~0.16 |~13,050| ~715 ~74 | ~0.027 | ~0.16
o
é 8 5 11,800 380 74 0.016 0.09 11,050 200 69 0.009 0.09
§§ ~14,650 | ~1,075 | ~92 | ~0.037 | ~0.18 |~11,950 ~715 ~75 | ~0.03 | ~0.18
<
95 9,450 380 74 0.02 0.112 8,600 200 68 0.012 0.112
o ' ~12,300 | ~1,075 | ~97 | ~0.044 | ~0.235 |~ 9,800 ~715 ~77 | ~0.036 | ~0.235
9
§ g?’ 3 8,050 380 76 0.024 0.135 7,350 200 69 0.014 0.135
o ~ 9900 ~1,075 | ~93 | ~0.054 | ~0.27 |~ 8,150| ~715 ~77 | ~0.044 | ~0.27
O
%’* 4 6,150 380 77 0.031 0.18 5,550 200 70 0.018 0.18
. ~ 7,550 ~1,075 | ~95 | ~0.071 | ~0.36 |~ 6,000 ~715 ~75 | ~0.06 | ~0.36
> 5 4,750 380 75 0.04 0.225 4,300 200 68 0.023 0.225
%_;:? ~ 6,150 ~1,075 | ~97 | ~0.087 | ~0.45 |~ 4,900 ~715 ~77 | ~0.073 | ~0.45
g5 : 4,250 380 80 0.045 | 027 3700 200 70 0027 | 027
~ 5200 ~1,075 | ~98 | ~0.103 | ~0.54 |~ 4,350 ~715 ~82 | ~0.082 | ~0.54
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Dao Phay SUPER Coating // P =7

Side Milling

GMHRH-2 Recommended Cutting Condition
Work High Alloyed Steels -Tool Steels
material (~ 15HRC) (~ 35HRC)
oD RPM Feed Vc fz  CuttingDepth RPM Feed Vc fz  Cutting Depth
min” |mm/min| m/min | mm [apmm | min’ |mm/min| m/min | mm |ap mm
0.4 40,550 275 51 0.003 0.007 | 29,500 125 37 0.002 0.007
' ~45650| ~ 530 | ~57 | ~0.006 | ~0.018 ~32,600| ~410 ~41 | ~0.006 | ~0.018
05 31,200 275 49 0.004 0.009 | 29,500 125 46 0.002 0.009
’ ~39,700| ~ 530 | ~62 | ~0.007 | ~0.022 ~32,600 ~410 ~51 | ~0.006 ~0.022
06 31,200 340 59 0.005 0.011 | 29,500 115 56 0.002 0.011
' ~39,700| ~ 690 | ~75 | ~0.009 | ~0.026 ~32,600 ~530 ~61 | ~0.008 | ~0.026
0.7 31,200 340 69 0.005 0.012 | 29,500 115 65 0.002 0.012
’ ~39,700| ~ 690 | ~87 | ~0.009 | ~0.031 ~32,600 ~530 ~72 | ~0.008 | ~0.031
0.8 26,950 380 68 0.007 0.014 | 25,200 125 63 0.002 0.014
' ~34950| ~ 795 | ~88 | ~0.011 | ~0.035 ~28,250| ~580 ~71 | ~0.01 | ~0.035
0.9 24,550 380 69 0.008 0.03 23,350 170 66 0.004 0.03
’ ~31,200| ~ 550 | ~88 | ~0.009 | ~0.06 | ~26,100 ~650 ~74 | ~0.012 | ~0.06
1 22,700 380 7 0.008 0.045 | 20,250 200 64 0.005 0.045
~28,350| ~ 550 | ~89 | ~0.01 | ~0.09 |~22,800 ~715 ~72 | ~0.016 | ~0.09
19 18,450 380 70 0.01 0.055 | 17,200 200 65 0.006 0.055
’ ~22,700  ~1,075 | ~86 | ~0.024 | ~0.1 |~18,450| ~715 ~70 | ~0.019 | ~0.1
14 16,050 380 71 0.012 0.062 | 14,750 200 65 0.007 0.062
’ ~19,850 | ~1,075 | ~87 | ~0.027 | ~0.125 |~16,300| ~715 ~72 | ~0.022 | ~0.125
15 14,650 380 69 0.013 0.07 13,500 200 64 0.007 0.07
’ ~18,900 | ~1,075 | ~89 | ~0.028 | ~0.135 ~15750| ~715 ~74 | ~0.023 | ~0.135
16 14,200 380 71 0.013 0.075 | 13,500 200 68 0.007 0.075
’ ~17,950| ~1,075 | ~90 | ~0.03 | ~0.145 ~14,650| ~715 ~74 | ~0.024 | ~0.145
18 13,250 380 75 0.014 0.08 12,300 200 70 0.008 0.08
’ ~17,000 ~1,075 | ~96 | ~0.032 | ~0.16 |~13,050 ~715 ~74 | ~0.027 | ~0.16
5 11,800 380 74 0.016 0.09 11,050 200 69 0.009 0.09
~14,650 | ~1,075 | ~92 | ~0.037 | ~0.18 |~11,950| ~715 ~75 | ~0.03 | ~0.18
25 9,450 380 74 0.02 0.112 8,600 200 68 0.012 0.112
’ ~12,300  ~1,075 | ~97 | ~0.044 | ~0.235 |~ 9,800 ~715 ~77 | ~0.036 | ~0.235
3 8,050 380 76 0.024 0.135 7,350 200 69 0.014 0.135
~ 9,900 ~1,075  ~93 | ~0.054 ~0.27 |~ 8,150 ~715 ~77 | ~0.044  ~0.27
4 6,150 380 77 0.031 0.18 5,550 200 70 0.018 0.18
~ 7,550 ~1,075 | ~95 | ~0.071 | ~0.36 |~ 6,000 ~715 ~75 | ~0.06 | ~0.36
5 4,750 380 75 0.04 0.225 4,300 200 68 0.023 0.225
~ 6,150 | ~1,075 | ~97 | ~0.087 | ~0.45 |~ 4900 ~715 ~77 | ~0.073 | ~0.45
6 4,250 380 80 0.045 0.27 3,700 200 70 0.027 0.27
~ 5200 ~1,075  ~98 | ~0.103  ~0.54 |~ 4350 ~715 ~82 | ~0.082 ~0.54
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P 7 — JA\ Dao Phay SUPER Coating

GMHRH-2 Recommended Cutting Condition

Work Hardened Steels - Hardened Cast Iron Chilled Cast Iron
= material (~ 55HRC) (~ 42HRC)
§§ oD RPM Feed Vc fz  CuttingDepth RPM Feed Vc fz  Cutting Depth
i min® [mn/min| m/min | mm |apmm| min" |mm/min| m/min | mm |ap mm
—] 04 18,450 40 23 0.001 0.004 | 29,500 125 37 0.002 0.007
' ~19,550 | ~110 ~25 | ~0.003 | ~0.008 ~32,600 ~410 ~41 | ~0.006 = ~0.018
=
_g' i 05 18,450 40 29 0.001 0.004 | 29,500 125 46 0.002 0.009
- ' ~19,550 | ~110 ~31 | ~0.003 | ~0.009 ~32,600 ~410 ~51 | ~0.006 ~0.022
06 18,450 55 35 0.001 0.005 | 29,500 115 56 0.002 0.011
' ~19,550 | ~130 ~37 | ~0.003 | ~0.011 | ~32,600 ~530 ~61 | ~0.008 = ~0.026
o g 0.7 18,450 55 41 0.001 0.006 | 29,500 115 65 0.002 0.012
%? ' ~19,550 | ~130 ~43 | ~0.003 | ~0.013  ~32,600| ~530 ~72 | ~0.008  ~0.031
)
> 0.8 15,950 60 40 0.002 0.007 | 25,200 125 63 0.002 0.014
S ' ~16,850 | ~150 ~42 | ~0.004 | ~0.015 ~28,250| ~530 ~71 | ~0.01 | ~0.035
Jo 0.9 14,150 70 40 0.002 0.008 | 23,350 170 66 0.004 0.03
§8 ' ~14,650 | ~160 ~41 | ~0.005 | ~0.016 ~26,100 ~650 ~74 | ~0.012 | ~0.06
|w)
8 ] 12,900 95 41 0.004 0.009 | 20,250 200 64 0.005 0.045
~14,650 | ~160 ~46 | ~0.005 | ~0.018 ~22,800 ~715 ~72 | ~0.016 | ~0.09
= 19 11,050 95 42 0.004 0.01 17,200 200 65 0.006 0.055
ﬁg, ' ~11,950 | ~160 ~45 | ~0.007 | ~0.022 ~18,450 ~715 ~70 | ~0.019 | ~0.1
§§ 14 9,200 95 40 0.005 0.012 | 14,750 200 65 0.007 0.062
§-< ' ~10,300 | ~160 ~45 | ~0.008 | ~0.025 ~16,300 ~715 ~72 | ~0.022 | ~0.125
15 8,600 95 41 0.006 0.014 | 13,500 200 64 0.007 0.07
2g ' ~ 8250 ~160 ~44 | ~0.009 | ~0.028 ~15,750 4 ~715 ~74 | ~0.023 | ~0.135
To
%% 16 8,000 95 40 0.006 0.015 | 13,500 200 68 0.007 0.075
%é’ ' ~ 9,250 ~160 ~46 | ~0.009 | ~0.03 |~14,650| ~715 ~74 | ~0.024 | ~0.145
B 18 7,350 95 42 0.006 0.016 | 12,300 200 70 0.008 0.08
' ~ 8,150 ~160 ~46 | ~0.001 | ~0.032 | ~13,050| ~715 ~74 | ~0.027 | ~0.16
— 0O
73 5 6,750 95 42 0.007 0.018 | 11,050 200 69 0.009 0.09
g§ ~ 7,600 ~160 ~48 | ~0.011 | ~0.035 |~11,950| ~715 ~75 | ~0.03 | ~0.18
<
25 5,550 95 44 0.009 0.022 8,600 200 68 0.012 0.112
o ' ~ 6,000 ~160 ~47 | ~0.013 | ~0.045 ~ 98,00 ~715 ~77 | ~0.036 | ~0.235
Q
§ 2?’ 3 4,300 95 41 0.011 0.028 7,350 200 69 0.014 0.135
o ~ 4,900 ~160 ~46 | ~0.016 | ~0.055 ~ 8,150 ~715 ~77 | ~0.044 | ~0.27
O
2= 4 3,300 95 41 0.014 0.036 5,550 200 70 0.018 0.18
. ~ 3,800 ~160 ~48 | ~0.021 | ~0.072  ~ 6,000 ~715 ~75 | ~0.06 | ~0.36
- 5 2,700 95 42 0.018 0.045 4,300 200 68 0.023 0.225
%_;:? ~ 3,060 ~160 ~48 | ~0.026 | ~0.09 |~ 4900 ~715 ~77 | ~0.073 | ~0.45
£6 : 2,450 95 46 0019  0.054 3700 200 70 0027  0.27
~ 3,250 ~160 ~61 | ~0.025 | ~0.108 |~ 4,350 | ~715 ~82 | ~0.082 | ~0.54
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GMRBH-2

Recommended Cutting Condition

Work Non-Alloy Steels
material (~ 28HRC) (~ 32HRC)
oD RPM  Feed Ve fz  CuttingDepth RPM = Feed Ve fz  Cutting Depth
min® | mm/min | m/min mm |[apmm | min" |mm/min| m/min mm | ap mm
02 40,550 245 51 0.003 0.018 29,500 125 37 0.002 0.018
' ~45,650 | ~590 ~ 57 ~0.006 | ~0.036 | ~32,600 | ~325 ~41 ~0.005 | ~0.036
0.25 40,450 245 64 0.003 0.023 29,500 125 46 0.002 0.023
~45,650 | ~590 ~ 72 ~0.006 | ~0.045 | ~32,600 | ~325 ol ~0.005 | ~0.045
03 40,550 310 76 0.004 0.027 29,500 145 56 0.002 0.027
' ~45,650 | ~760 ~ 86 ~0.008 | ~0.054 | ~32,600 | ~420 ~61 ~0.006 | ~0.054
04 40,750 310 102 0.004 0.036 29,500 145 74 0.002 0.036
' ~45,650 | ~760 N6 ~0.008 | ~0.072 | ~32,600 = ~405 ~82 ~0.006 | ~0.072
05 36,850 340 116 0.005 0.045 27,050 170 85 0.003 0.045
' ~41,300 | ~835 ~130 ~0.01 ~0.09 | ~29,350 | ~465 ~92 ~(0.008 | ~0.09
06 30,700 340 116 0.006 0.055 22,100 170 83 0.004 0.055
' ~34,800 | ~935 ~131 ~0.013 | ~0.1 ~25,000 | ~465 ~94 ~0.009 | ~0.1
0.7 27,050 340 119 0.006 0.062 19,650 170 86 0.004 0.062
' ~29,350 | ~935 ~129 ~0.016 | ~0.125 | ~20,650 | ~465 ~91 ~0.011 | ~0.125
0.75 23,450 340 111 0.007 0.07 17,800 170 84 0.005 0.07
) ~27,150 | ~935 ~128 ~0.017 | ~0.135 | ~20,100 | ~465 ~95 ~0.012 | ~0.135
0.8 23,350 340 117 0.007 0.075 17,200 170 86 0.005 0.075
' ~27,150 | ~935 ~136 ~0.017 | ~0.145 | ~19,000 | ~465 ~96 ~0.012 | ~0.145
0.9 22,150 340 125 0.008 0.08 15,350 170 87 0.006 0.08
' ~25,000 | ~935 ~141 ~0.019 | ~0.16 | ~17,400 | ~465 ~98 ~0.013 | ~0.16
1 19,650 340 123 0.009 0.09 14,150 170 89 0.006 0.09
~21,750 | ~935 ~137 ~0.021 | ~0.18 | ~15,750 | ~465 ~99 ~0.015 | ~0.18
15 13,500 340 127 0.013 0.135 9,200 170 87 0.009 0.135
' ~15,200 | ~935 ~143 ~0.031 | ~0.27 | ~10,300 | ~465 =97 ~0.023 | ~0.27
Work Low Alloy Steels
material (10 ~ 28HRC) (32 ~ 38HRC)
oD RPM  Feed Ve fz  CuttingDepth RPM = Feed Vc fz  Cutting Depth
min” | mm/min | m/min mm |[apmm | min" |mm/min| m/min mm | ap mm
0.2 40,550 245 51 0.003 0.018 29,500 125 37 0.002 0.018
' ~45,650 | ~590 ~ 57 ~0.006 | ~0.036 | ~32,600 | ~325 ~41 ~0.005 | ~0.036
0.25 40,450 245 64 0.003 0.023 29,500 125 46 0.002 0.023
’ ~45,650 | ~590 ~ 72 ~0.006 | ~0.045 | ~32,600 = ~325 ~={3 ~0.005 | ~0.045
03 40,550 310 76 0.004 0.027 29,500 145 56 0.002 0.027
' ~45650 | ~760 ~ 86 ~0.008 | ~0.054 | ~32,600 | ~420 ~61 ~0.006 | ~0.054
0.4 40,750 310 102 0.004 0.036 29,500 145 74 0.002 0.036
' ~45,650 | ~760 ~115 ~0.008 | ~0.072 | ~32,600 | ~405 ~82 ~0.006 | ~0.072
05 36,850 340 116 0.005 0.045 27,050 170 85 0.003 0.045
' ~41,300 | ~835 ~130 ~0.01 ~0.09 | ~29,350 | ~465 ~92 ~0.008 | ~0.09
06 30,700 340 116 0.006 0.055 22,100 170 83 0.004 0.055
' ~34,800 | ~935 ~131 ~0.013 | ~0.1 ~25,000 | ~465 ~94 ~0.009 | ~0.1
0.7 27,050 340 119 0.006 0.062 19,650 170 86 0.004 0.062
' ~29,350 | ~935 ~129 ~0.016 | ~0.125 | ~20,650 | ~465 ~91 ~0.011 | ~0.125
0.75 23,450 340 111 0.007 0.07 17,800 170 84 0.005 0.07
~27,150 | ~935 ~128 ~0.017 | ~0.135 | ~20,100 | ~465 0] ~0.012 | ~0.135
0.8 23,350 340 117 0.007 0.075 17,200 170 86 0.005 0.075
' ~27,150 | ~935 ~136 ~0.017 | ~0.145 | ~19,000 | ~465 ~96 ~0.012 | ~0.145
0.9 22,150 340 125 0.008 0.08 15,350 170 87 0.006 0.08
' ~25,000 | ~935 ~141 ~0.019 | ~0.16 | ~17,400 | ~465 ~98 ~0.013 | ~0.16
1 19,650 340 123 0.009 0.09 14,150 170 89 0.006 0.09
~21,750 | ~935 ~137 ~0.021 | ~0.18 | ~15,750 | ~465 ~99 ~0.015 | ~0.18
15 13,500 340 127 0.013 0.135 9,200 170 87 0.009 0.135
' ~15,200 | ~935 ~143 ~0.031 | ~0.27 | ~10,300 | ~465 ~97 ~0.023 | ~0.27
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G M RB H -2 Recommended Cutting Condition

Work High Alloyed Steels -Tool Steels
= material (~ 15HRC) (~ 35HRC)
gﬁ oD RPM  Feed Ve fz  CutingDepth RPM = Feed Ve fz  Cutting Depth
5 min® | mm/min | m/min mm |[apmm | min' | mm/min| m/min mm | ap mm
0.2 40,550 245 51 0.003 0.018 29,500 125 37 0.002 0.018
' ~45,650 | ~590 ~ 57 ~0.006 | ~0.036 | ~32,600 | ~325 ~41 ~0.005 | ~0.036
0.25 40,450 245 64 0.003 0.023 29,500 125 46 0.002 0.023
- = ) ~45,650 | ~590 =2 ) ~0.006 | ~0.045 | ~32,600  ~325 ol ~0.005 | ~0.045
§ ;_)| 0.3 40,550 310 76 0.004 0.027 29,500 145 56 0.002 0.027
] ' ~45,650 | ~760 ~ 86 ~0.008 | ~0.054 | ~32,600  ~420 ~61 ~0.006 | ~0.054
0.4 40,750 310 102 0.004 0.036 29,500 145 74 0.002 0.036
| ) ~45,650 | ~760 =~ ~0.008 | ~0.072 | ~32,600 | ~405 ~82 ~0.006 & ~0.072
05 36,850 340 116 0.005 0.045 27,050 170 85 0.003 0.045
= ' ~41,300 | ~835 ~130 ~0.01 ~0.09 | ~29,350 | ~465 ~92 ~0.008 | ~0.09
o i’ 06 30,700 340 116 0.006 0.055 22,100 170 83 0.004 0.055
73 ) ~34,800 | ~935 1|l ~0.013 | ~0.1 ~25,000 | ~465 ~9%4 ~0.009 | ~0.1
2 0.7 27,050 340 119 0.006 0.062 19,650 170 86 0.004 0.062
' ~29,350 | ~935 ~129 ~0.016 | ~0.125 | ~20,650 | ~465 ~91 ~0.011 | ~0.125
— 0.75 23,450 340 111 0.007 0.07 17,800 170 84 0.005 0.07
) ~27,150 [ ~935 ~128 ~0.017 | ~0.135 | ~20,100 | ~465 ~95 ~0.012 | ~0.135
1O 0.8 23,350 340 117 0.007 0.075 17,200 170 86 0.005 0.075
28 ' ~27,150 | ~935 ~136 ~0.017 | ~0.145 | ~19,000 | ~465 ~96 ~0.012 | ~0.145
3 g 0.9 22,150 340 125 0.008 0.08 15,350 170 87 0.006 0.08
v e ) ~25,000 | ~935 ~141 ~0.019 | ~0.16 | ~17,400 | ~465 ~98 ~0.013 | ~0.16
1 19,650 340 123 0.009 0.09 14,150 170 89 0.006 0.09
~21,750 | ~935 ~137 ~0.021 | ~0.18 | ~15,750 | ~465 ~99 ~0.015 | ~0.18
z 15 13,500 340 127 0.013 0.135 9,200 170 87 0.009 0.135
= %U, ) ~15,200 | ~935 ~143 ~0.031 | ~0.27 | ~10,300 | ~465 =97 ~0.023 | ~0.27
P
o3
92 Work Hardened Steels - Hardened Cast Iron Chilled Cast Iron
3 material ( ~ 55HRC) (~ 42HRC)
oD RPM  Feed Ve fz  CuttingDepth RPM = Feed Ve fz  Cutting Depth
(2}
S9 min® | mm/min | m/min mm |apmm | min" | mm/min| m/min mm | ap mm
o
it 3 0.2 18,450 125 23 0.003 0.004 29,500 125 37 0.002 0.018
%3 ' ~20,650 | ~215 ~26 ~0.005 | ~0.007 | ~32,600 | ~325 ~41 ~0.005 | ~0.036
© 0.25 18,450 125 29 0.003 0.005 29,500 125 46 0.002 0.023
SE— ’ ~20,650 | ~215 ~32 ~0.005 | ~0.009 | ~32,600  ~325 ol ~0.005 | ~0.045
03 18,450 145 35 0.004 0.005 29,500 145 56 0.002 0.027
T O ' ~20,650 | ~270 ~39 ~0.007 | ~0.011 | ~32,600 | ~420 ~61 ~0.006 | ~0.054
9 8 04 18,450 145 46 0.004 0.007 29,500 145 74 0.002 0.036
0 3 ' ~20,650 | ~270 AN ~0.007 | ~0.014 | ~32,600 | ~~405 ~82 ~0.006 | ~0.072
©& 05 16,600 170 52 0.005 0.009 27,050 170 85 0.003 0.045
' ~19,000 | ~305 ~60 ~0.008 | ~0.018 | ~29,350 | ~465 ~92 ~0.008 | ~0.09
- 06 14,150 170 53 0.006 0.01 22,100 170 83 0.004 0.055
> ' ~15,750 | ~295 ~=f5f¢) ~0.009 | ~0.022 | ~25,000 = ~465 ~94 ~0.009 | ~0.1
3 g 0.7 12,300 170 54 0.007 0.012 19,650 170 86 0.004 0.062
2 % ' ~13,500 | ~295 ~59 ~0.011 | ~0.025 | ~20,650 | ~465 ~91 ~0.011 | ~0.125
oz 0.75 11,650 170 55 0.007 0.014 17,800 170 84 0.005 0.07
2= ) ~12,400 | ~295 ~58 ~0.012 | ~0.028 | ~20,100 | ~465 A ~0.012 | ~0.135
a 08 11,050 170 56 0.008 0.015 17,200 170 86 0.005 0.075
' ~11,950 | ~295 ~60 ~0.012 | ~0.03 | ~19,000 | ~465 ~96 ~0.012 | ~0.145
0.9 9,850 170 56 0.009 0.016 15,350 170 87 0.006 0.08
1 Y ' ~10,850 | ~305 ~61 ~0.014 | ~0.032 | ~17,400 | ~465 ~98 ~0.013 | ~0.16
-§ < 1 9,200 170 58 0.009 0.018 14,150 170 89 0.006 0.09
%'S ~ 9,800 | ~305 ~61 ~0.016 | ~0.035 | ~15,750 | ~465 ~99 ~0.015 | ~0.18
15 6,150 170 58 0.014 0.028 9,200 170 87 0.009 0.135
' ~ 6,500 | ~305 ~61 ~0.023 | ~0.055 | ~10,300 | ~465 =]y ~0.023 | ~0.27
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